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(54) Transverse zipper system 

(57) A zipper strip (40) for a reclosable package hav- 
ing a transverse zipper comprises a male interlocking 
profile (46)and a female interlocking profile (48). Each 
profile (44,48) includes an interlocking member (45,49) 
and an integral web (43, 47) which defines a trailing 



flange (50, 54). One or both of the profiles are provided 
with high compression members (64) which allow one 
or both of the interlocking profiles (46, 48) to be sealed 
to thermoplastic film (106) without their interlocking 
members (45, 44) being crushed or distorted. 
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Description 

[0001] The present invention relates to reclosable 
plastic bags and packages of the type in which food 
products, such as crisps otherwise known as chips, and 
cereals, and other goods are packaged for sale to con- 
sumers. More particularly, the present invention relates 
to a reclosable zipper strip for use in transverse-zip- 
pered reclosable plastic bags made on form-fill-seal 
(FFS) machines. 

[0002] The present invention relates to improvements 
in the package-making art and may be practised in the 
manufacture of thermoplastic bags and packages of the 
kind that may be used for various consumer products, 
but which are particularly useful for food products which 
must be kept in moisture and air-tight packages, free 
from leakage until initially opened for access to the prod- 
uct contents, which packages are then reclosable by 
zipper means to protect any remainder of the product 
therein. 

[0003] The prior art is fairly well-developed, but nev- 
ertheless remains susceptible to improvement contrib- 
uting to increased efficiency and cost effectiveness. 
[0004] In particular the present invention relates to the 
area of reclosable packaging known as the transverse 
zipper. When making a bag having a transverse zipper, 
the zipper is attached transverse to the longitudinal axis 
of the material used to make the bag, as opposed to 
being attached to the material parallel to the longitudinal 
axis. A method and apparatus for making reclosable 
plastic bags with a transverse zipper on a FFS machine 
is disclosed in US-A-4,909,017. 
[0005] Prior to the introduction of the transverse zip- 
per to the reclosable packaging field, reclosable plastic 
bags made on FFS machines were typically made with 
a continuous longitudinal zipper, i.e. a zipper parallel to 
the longitudinal axis of the thermoplastic film used to 
make the bags. However, there are two primary prob- 
lems with the longitudinal zipper technique. First, there 
is a problem in attaining satisfactory sealing of the bags 
against leakage since the transverse, or side, sealing 
bars of the FFS machine must flatten and seal the zipper 
at the same time they are sealing the thermoplastic film 
from which the packages are being made. The difficulty 
with which this sealing is consistently and successfully 
achieved is reflected by the high occurrence of leaking 
packages. 

[0006] Second, the length of reclosable bags made 
on FFS machines when the zipper is attached parallel 
to the longitudinal axis of the thermoplastic film is limited 
to the diameter of the filling tube of the FFS machine.- 
Thus, generally bags of this type are wider than they are 
long. While such bags are suitable for certain products 
where shorter bags are desirable, such as cheese and 
chicken parts, these bags are not suitable for applica- 
tions in which longer bags are desirable, for example 
chips and other snack foods. 
[0007] Among the approaches taken to solve these 



problems has been the substitution of a transverse zip- 
per for the longitudinal zipper. When a transverse zipper 
is provided, the transverse sealing bars associated with 
the FFS machine do not flatten the zipper during forma- 
s tion of the top and bottom seals of the package since 
the transverse sealing bars may seal the zipper to the 
thermoplastic film transversely there across without 
having to flatten the zipper ends. In addition, when a 
transverse zipper is used the length of the packages 
10 made on the FFS machine can be varied while the width 
of the zipper remains the same. 
[0008] The present invention relates to a particular 
type of zipper strip which may be used in transverse zip- 
per applications, a method for attaching the zipper strip 
to thermoplastic film, a method for making reclosable 
packages on an FFS machine using the zipper strip 
equipped thermoplastic film, and a reclosable package 
utilizing the zipper strip. Figure 1 depicts a cross section 
of a prior art reclosable plastic bag 10 made on an FFS 
machine having a transverse zipper strip 12 disposed 
at the top of the bag. The zipper strip 1 2 has a male 
profile 14 interlocked with a female profile 16. The male 
profile 1 4 has a male interlocking member 1 8 and a web 
20 defining a trailing flange 22. The female profile 16 
has a female interlocking member 24 and a web 26 de- 
fining an extended leading flange 28 and a trailing flange 
30 on either side of the interlocking member. 
[0009] The zipper strip 10 is initially secured to the 
thermoplastic film used to make the bag by sealing the 
extended leading flange 28 thereto. The thermoplastic 
film with the zipper strip thus initially sealed thereto is 
fed into an FFS machine where the bag is formed and 
the final zipper seals made by sealing the trailing flanges 
22, 30 to the opposing bag walls 32, 34. The zipper strip 
is thus secured to the bag at three locations, denoted in 
Figure 1 as seals A, B and C. 

[0010] This three point seal technique, however, has 
proven problematic in some cases. As shown in Figure 
2, when the consumer attempts to open the bag from 
below the zipper by pulling outwardly on the bag walls 
as depicted by forces F, the female interlocking member 
24 rotates and a resultant peel force S is induced at seal 
C. The result is that seal C is put under a relatively high 
peel stress, thereby weakening the seal and making de- 
tachment of the zipper strip from the bag via a peeling 
action likely. 

[0011] The present invention has four aspects, a zip- 
per strip for use with transverse zippered bags, a meth- 
od for attaching the zipper strip to a continuous supply 
of thermoplastic film, a method for making reclosable 
bags on an FFS machine using the zipper strip- 
equipped thermoplastic film, and a reclosable bag uti- 
lizing the zipper strip. 

[0012] In accordance with the first aspect of the 
present invention, the zipper strip comprises a male pro- 
file and a female profile for mating with the male profile. 
The male profile includes a male interlocking member 
and a web defining a trailing flange. Likewise, the female 
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profile includes a female interlocking member and a web 
defining a trailing flange. The male interlocking member 
is engageable within the female interlocking member to 
join the male and female interlocking profiles together, 
one or both of the interlocking members is provided with 
high compression members which allows at least one 
of the interlocking members to be sealed to the bag with- 
out being crushed or distorted due to the application of 
heat and pressure directly behind or closely adjacent to 
the interlocking members by the FFS machine sealing 
bars, thereby eliminating the peel problem associated 
with the three point seal technique discussed above. 
[001 3] In the second aspect of the present invention, 
thermoplastic film is intermittently paid off a continuous 
supply of the same and fed into an FFS machine. A 
length of the interlocked zipper strip is attached to the 
flat film transverse to its longitudinal axis each time it is 
brought to rest as it advances in bag-length increments. 
The zipperequipped film may be rolled up and used on 
an FFS machine at a later time, or may be fed directly 
into an FFS machine to make reclosable bags. 
[001 4] In the third aspect of the present invention, the 
thermoplastic film with the transverse zipper strips at- 
tached at bag length intervals is fed into the FFS ma- 
chine where it is formed into a bag, filled, and sealed. 
Specifically, the transverse zipper-equipped thermo- 
plastic film is folded over the collar of the FFS machine 
and wrapped around the filling tube to form a tube. The 
longitudinal edges of the film are then sealed to form a 
back seam. The transverse sealing jaws then seal the 
bottom of the tube to form an open bag. The bag is then 
filled, if desired. Finally, the transverse sealing jaws seal 
the trailing flanges of the zipper strip to adjacent bag 
walls without sealing them to each other, seal at least 
one of the interlocking members to one of the bag walls 
without crushing or distorting the interlocking members, 
and seal the top of the bag so as to make a completed 
bag. 

[0015] In accordance with the fourth aspect of the 
present invention, the finished bag may be opened by 
pulling outwardly on the bag walls. 
[0016] Particular embodiments in accordance with 
this invention will now be described with reference to the 
accompanying drawings; in which:- 

Figure 1 is a cross-sectional view of a reclosable 
bag having a prior art zipper strip; 
Figure 2 is a cross-sectional view of a reclosable 
bag having a prior art zipper strip being opened; 
Figure 3 is a cross-sectional view of a zipper strip 
in accordance with a first embodiment of the 
present invention; 

Figure 4 is a cross-sectional view of a zipper strip 
in accordance with a second embodiment of the 
present invention; 

Figure 5 is a cross-sectional view of a zipper strip 
in accordance with a third embodiment of the 
present invention; 
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Figure 6 is a perspective view of a zipper strip in 
accordance with the first embodiment of the present 
invention being attached to thermoplastic film; 
Figure 7 is a perspective view of an FFS machine 

5 making reclosable bags from thermoplastic film; 

Figure 8 is a cross-sectional view of a completed 
bag having a zipper strip in accordance with the first 
embodiment of the present invention; 
Figure 9 is a cross-sectional view of a completed 

10 bag having a zipper strip in accordance with the first 
embodiment of the present invention being opened; 

[0017] Referring specifically to the figures identified 
above, Figure 3 is a cross-sectional view of a zipper strip 
*s 40 in accordance with the first aspect of the present in- 
vention. 

[001 8] The zipper strip 40 comprises a male profile 42 
and a female profile 44. The male profile 42 includes a 
male interlocking member 46 having a base 43 and a 
male portion 45 integral with the base 43. The male por- 
tion 45 may have an arrow-shaped cross-section, or as 
shown in Figure 3, an asymmetrical arrow-shaped cross 
section designed to make the zipper strip 40 easier to 
open from one side or the other. 
[0019] The female profile 44 includes a female inter- 
locking member 48 having a base 47 and a female por- 
tion 49 integral with the base 47. The female portion 49 
is comprised of two inwardly curving members forming 
a receptacle or channel into which the male portion 45 
may be engaged. It should be noted that while these 
configurations for male and female portions 45, 49 are 
preferred, any configuration which provides for inter- 
locking may be used. 

[0020] The male profile 42 includes a web 50 which 
extends laterally from one side of the male interlocking 
member 46 defining a trailing flange 52. The female pro- 
file 44 similarly includes web 54 which defines a trailing 
flange 56, as well as an extended leading flange 58. The 
extended leading flange 58 is so-called because it ex- 
tends beyond the opposing male profile 42 and because 
it is the flange that first enters the FFS machine as the 
zipper strip 40 is attached to the thermoplastic film, as 
discussed more fully below. The extended leading 
flange may alternatively be provided on the male profile 
42 if desired, or neither profile may have a leading 
flange. 

[0021] The webs 50, 54 are integral with the interlock- 
ing members 46, 48 and are generally coextruded there- 
with, although they may be extruded separately and at- 
tached at a later time. The profiles are extruded from a 
plastic material commonly used in the packaging indus- 
try, such as polyethylene. In addition, the profiles may 
contain a heat activated adhesive 62 which helps in the 
sealing of the profiles to the thermoplastic material 
which is used to make the packages. 
[0022] The male interlocking member 46 further in- 
cludes high compression members 64 on either side of 
the male portion 45 extending from the base 43. The 
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high compression members 64 are longer than the male 
portion 45 so that while the male interlocking member 
46 is being sealed to the thermoplastic film, the high 
compression members 64 engage the base 47 of the 
female interlocking member 48 and thereby prevent the 5 
male and female portions 45, 49 from being distorted or 
crushed by the heat and pressure applied by the FFS 
machine sealing bars. 

[0023] The length of the high compression members 
64 is such that the high compression members 64 en- 
gage the female base 47 before the apex 66 of the male 
portion 45 engages the nadir 68 of the female portion 
49, thus preventing the compression and ultimate crush- 
ing and distortion of the male and female portions. It 
should be noted that the same result can be achieved 
by placing the high compression members 64 on the fe- 
male interlocking member 48, or on both the male inter- 
locking member 46 and the female interlocking member 
48. 

[0024] The profiles may also included ridges 70 
aligned with the high compression members 64 which 
form indentations 72 on both profiles, which indenta- 
tions enable the user to better manipulate the zipper dur- 
ing closing. The ridges 70 also provide an added func- 
tion in that the sealing bars which will seal the interlock- 
ing member or members to thermoplastic film will direct- 
ly contact the ridges 70 only, and not the portion of the 
base directly behind the male or female portion, ensur- 
ing that the heat and pressure are transmitted to the high 
compression members 64 and not the male and female 
portions 45, 49, which transmission could cause irrepa- 
rable distortion of the interlocking members. 
[0025] Gripping members 60 can also be provided 
which will facilitate the opening of a package incorpo- 
rating the zipper strip 40. 

[0026] As discussed above, a heat activated adhesive 
62 is used to aid in the sealing of the zipper strip 40 to 
the thermoplastic film. As shown in Figure 3, the heat 
activated adhesive 62 is placed on the trailing flanges 
52, 56, on the extended leading flange 58, behind the 
male portion 45, and behind the ridges 62 on the male 
interlocking member 46. Heat activated adhesives are 
commercially available and are well known in the reclos- 
able packaging art. By placing the adhesive adjacent the 
ridges but inside such ridges the sealing can be control- 
led and the sealant cannot move outwardly of the ridges. 
[0027] Figure 4 depicts a zipper strip 74 in accordance 
with a second embodiment of the present invention. The 
zipper strip 74 is identical to the zipper strip 40 of Figure 
3 except that the male interlocking member 46 does not 
have ridges 70. 

[0028] Instead, there are three spaced strips 76 of 
heat activated adhesive behind the male interlocking 
member. Figure 5 depicts a zipper strip 80 in accord- 
ance with a third embodiment of the present invention. 
The zipper strip 80 has a female profile 82 and a male 
profile 84. The female profile 82 includes a female inter- 
locking member 86 having a base 87 and a female por- 



tion 88 comprised of two projections having generally 
rounded cross-sections extending therefrom to form a 
channel, and a web 90 which defines a trailing flange 
92. The male profile 84 includes a male interlocking 
member 94 having a base 95 and a rounded projecting 
member defining a male portion 96 extending therefrom 
which is engageable within the channel of the female 
profile 82 and a web 98 which defines an extended lead- 
ing flange 100 and a trailing flange 102. Both profiles 
are provided with a heat activated adhesive 104 along 
their lengths to facilitate sealing as well as gripping 
members 103 which facilitate the opening of a package 
incorporating the zipper strip 80 by the consumer. 
[0029] A pair of high compression members 1 05 in the 
form of rounded members extend from the base 95 of 
the male interlocking member 94 towards the female in- 
terlocking member 86. As one or both of the interlocking 
members are sealed to thermoplastic film, the high com- 
pression members contact the base 87 of the female 
interlocking member 86. Because of their rounded 
shape and relatively thick cross sections, the high com- 
pression members 105 can withstand substantial heat 
and pressure and thereby ensure that the male and fe- 
male portions will not be crushed or distorted. In addi- 
tion, the male and female portions 88, 96 are provided 
with shapes similar to the high compression members 
to further protect them from damage. The first and sec- 
ond webs 90, 98 may thus be sealed across their width 
to thermoplastic film without risk of damaging the male 
and female portions. 

[0030] Figure 6 depicts how the zipper strip 40 of Fig- 
ure 3 is attached to thermoplastic film 106 in accordance 
with the second aspect of the present invention. The zip- 
per strip is supplied from a continuous roll 108 and is 
pulled across the film 106 and disposed thereon by a 
positioning device 1 25 (not shown in Figure 6 for clarity). 
The positioning device 125 can take any of a variety of 
forms well known to those skilled in the reclosable pack- 
aging art, such as a vacuum conveyor for pulling the zip- 
per strip 40 across the film 106 and a knife for cutting 
the zipper strip 40 from the continuous roll thereof 108. 
[0031] The thermoplastic film 106 is paid off from a 
continuous roll 110, as shown in Figure 6, in increments 
equal to the length of the bags which will ultimately be 
formed from the film 106 on an FFS machine. The film 
106 has a longitudinal axis X which is parallel to the di- 
rection of travel of the film 106. Each time the film 106 
comes to rest, the zipper strip 40 is disposed on the film 
106 transverse to the longitudinal axis X with the male 
profile 42 on top of the female profile 44 and the extend- 
ed leading flange 58 projecting in the direction of motion 
of the film 106. As disclosed in US-A-4, 909,01 7, the zip- 
per strip 40 has a length approximately equal to half the 
width of the film 106 and is disposed centrally thereon. 
Heater seal bars 1 12 are positioned to seal the extended 
leading flange 58 to the film 106. When no extended 
leading flange is used, the high compression members 
64 make it possible to seal the female interlocking mem- 
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ber to the thermoplastic film 106. 
[0032] In the third aspect of the present invention, the 
transverse zipper-equipped film is fed into a FFS ma- 
chine, as shown in Figure 7. The thermoplastic film 106 
is fed downwardly over collar 1 1 4 and folded around fill- s 
ing tube 116. 

[0033] The edges of the film are brought together and 
could be pressed together by a pair of rollers 118. The 
edges are then welded together by heater bars 120 to 
form a longitudinal back seam 1 22. Contents may then 10 
be dropped through the tube 116 into the bag 124 which 
has a lower seam 126. As discussed below, the lower 
seam 1 26 was made when the preceding bag was com- 
pleted. 

[0034] After introduction of the contents, the top of the 1$ 
bag is completed by the action of cross seal jaws 128, 
which perform four simultaneous functions. First, the 
cross seal jaws 1 28 seal the female trailing flange 56 to 
one of the bag walls and seal the male trailing flange 52 
and the male interlocking member 46 to the opposing 20 
bag wall. The heat activated adhesive 62 makes it pos- 
sible to complete these seals without sealing the profiles 
42, 44 to each other and the high compression members 
64 prevent the interlocking members 46, 48 from being 
crushed and distorted during sealing. While only the 25 
male interlocking member 46 is sealed to the bag, it 
should be noted that both interlocking members may be 
sealed if so desired, as in the case of the zipper strip 80 
of Figure 5. Second, the cross seal jaws 1 28 seal the 
top of the bag to form a pilfer evident seal 130. Third, 30 
the cross seal 128 jaws make the lower seam 126 for 
the next succeeding bag. And fourth, the cross seal jaws 
128 cut the completed bag 124 from the film 106. The 
completed bag 1 24 has a pilfer evident seal 1 30, a trans- 
verse zipper 40, a lower seam 1 26 and a back seam 35 
122. 

[0035] In accordance with the fourth aspect of the 
present invention, a cross section of the completed bag 
124 is shown in Figure 8. The zipper strip 40 is sealed 
to the bag at A, B and C. However, unlike in Figure 1 40 
seal C extends behind the male interlocking member 46. 
The result is that when the bag is opened by the con- 
sumer there is no rotation of the male interlocking mem- 
ber, as shown in Figure 9 and as compared to Figure 2, 
and thus the peel force on seal C is greatly reduced and 45 
there is no danger of peeling of the male profile from the 
bag. 



Claims 

1 . A method for attaching a zipper strip transversely 
to thermoplastic film for use in the production of re- 
cusable packages (124) to be made on a form-fill- 
seal machine from said thermoplastic film, said 
method comprising the steps: 

providing thermoplastic film (106) having a lon- 



gitudinal axis and advancing said thermoplastic 
film (106) along said axis in amounts equal in 
length to that of said packages (124) ; 
providing a length of zipper strip (40) having in- 
terlocked male and female profiles (46, 48); 
said male interlocking profile (46) including a 
male interlocking member (45) and an integral 
web defining a male trailing flange (50), said 
male interlocking member (46) including a base 
(43) with the male interlocking member (45) ex- 
tending from said base (43); said female inter- 
locking profile (48) including a female interlock- 
ing member (49) and an integral web defining 
a female trailing flange (34), said female inter- 
locking profile (48) including a base (47) with 
the female interlocking member (49) extending 
from said base, said male interlocking member 
(45) being engageable within said female inter- 
locking member (49) to join said male and fe- 
male interlocking profiles (46, 48) together; 
disposing said length of zipper strip (40) upon 
said film (106) transversely to said longitudinal 
axis with one of said profiles (46, 48) positioned 
above the other of said profiles (48, 46) and 
said trailing flanges (50, 54) directed opposite 
to the direction of motion of said thermoplastic 
film (106) each time said film (106) is brought 
to rest; and, 

sealing the lower of said profiles (46, 48) to said 
thermoplastic film; 

characterised in that at least one of said inter- 
locking profiles (46, 48) further includes at least one 
high compression member (64) extending from its 
base (43, 47) towards the other interlocking profile 
(48, 46), said at least one high compression mem- 
ber (64) being contactable with the base (47, 43) 
the of other interlocking profile (48, 46) when said 
profiles are interlocked and pressed together so 
that said interlocking profiles (46, 48) can be sealed 
to said thermoplastic film (106) through the applica- 
tion of heat and pressure without damaging or dis- 
torting said male and female interlocking members 
(45, 49). 

2. A method according to claim 1 wherein said lower 
of said profiles (48) further includes a leading flange 
(58) extending beyond the other profile (46) which 
is sealed to said thermoplastic film (106). 



so 

3. A method of making reclosable packages com- 
prising the steps of: 

attaching a zipper strip (40) transversely to 
ss thermoplastic film (106) according to claim 1 or 

2: 

forming a package having opposing package 
walls (32, 34); 



5 



9 



EP 0 985 605 A2 



10 



sealing said trailing flanges (50, 54) to oppos- 
ing inner surfaces of said package walls (32, 
34); and, contacting said at least one high com- 
pression member (64) with the base of the op- 
posite interlocking profile while sealing said in- 5 
tertocking profiles (46, 48) to the inner surface 
of one of said package walls (32, 34); so that 
said profiles (46, 48) one on opposing package 
wall inner surfaces. 

10 

4. A method of making reclosable packages com- 
prising the steps of: 

attaching a zipper strip (40) transversely to 
thermoplastics film (106) according to claim 1 is 
or 2; 

folding said thermoplastic film (106) so as to 
bring the longitudinal edges together; 
sealing the longitudinal edges (122) to form a 
package having front and back walls (32, 34); 20 
sealing said trailing flanges (50, 54) to the inner 
surfaces of said package walls (32, 34); 
contacting said at least one high compression 
member with the base of the opposite interlock- 
ing profile while sealing said interlocking profile 2s 
(46, 48) to the inner surface of one of said pack- 
age walls (32,34); 

cross sealing said package walls (32, 34) to 
each other above said zipper strip (40) to form 
the bottom end of a succeeding package; and 30 
cutting said thermoplastic film (106) between 
said cross seal (126) and said zipper strip (40) 
to remove a completed package (124) from 
said thermoplastic film (106) . 

35 

5. A method according to any one of preceding 
claims, wherein said zipper strip (40) length is sub- 
stantially equal to one-half the width of said thermo- 
plastic film (106); 

and wherein said zipper strip (40) is sealed to 40 
said thermoplastic film (106) at the centre thereof 
midway between the longitudinal edges. 

6. A reclosable package (124) comprising: 

45 

first wall (32) and a second wall (34) opposite 
said first wall (32) ; 

a zipper strip (40) for selectively opening and 
closing said package (124), said zipper strip 
(40) comprising a male interlocking profile (46) so 
extending along an internal surface of said first 
wall (32) and a female interlocking profile (48) 
extending along an internal surface of said sec- 
ond wall (34); 

said male interlocking profile (46) including a 55 
male interlocking member (45) and an integral 
web defining a male trailing flange (50), said 
male interlocking profile (46) including a base 



(43) with the male interlocking member (45) ex- 
tending from said base (43); and, 
said female interlocking profile (48) including a 
female interlocking member (49) and an inte- 
gral web defining a female trailing flange (54), 
said female interlocking interlocking member 
(49) extending from said base (47), said male 
interlocking member (45) being engageable 
within said female interlocking member (49) to 
join said male and female interlocking profiles 
(46, 48) together; wherein said interlocking pro- 
files (46, 48) are sealed to opposing internal 
wall surfaces. 

characterised in that at least one of said inter- 
locking profiles (46, 48) further includes at least one 
high compression member (64) extending from its 
corresponding base (43, 47) towards the other in- 
terlocking profile, said at least one high compres- 
sion member (64) being contactable with the base 
(43, 47) of other interlocking member when said 
profiles (46, 48) are interlocked and pressed togeth- 
er so that said interlocking profiles (46, 48) can be 
sealed to said thermoplastic film (106) through the 
application of heat and pressure without damaging 
or distorting said male and female interlocking pro- 
files (45, 49); and said trailing flanges (50,54) are 
sealed to opposing internal wall surfaces. 

7. A reclosable package according to claim 6, 
wherein one of said webs (47) further defines a 
leading flange (58) extending beyond the other pro- 
file (46) which is sealed to one of said opposing in- 
ternal wall surfaces (32, 34). 

8. A zipper strip (40) for a reclosable package, said 
zipper strip comprising: 

a male interlocking profile (46), said male inter- 
locking profile (46) including a male interlocking 
member (45) and an integral web defining a 
male trailing flange (50), said male interlocking 
profile (46) including a base (43) with the male 
interlocking members (45) extending from said 
base (43); and, 

a female interlocking profile (48) , said female 
interlocking profile (48) including a female in- 
terlocking member (49)and an integral web de- 
fining a female trailing flange (54), said female 
interlocking profile (48) 
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